SHT1/4 



Whole scrap tires are collected and processed to tire 
particles. 



± 

Recycled plastic such as HDPE plastic containers are 
collected and cut to desired plastic flake size. 



±_ 

Scrap tire particles and recycled plastic flakes are mixed in a 
mixer batch machine. 



T 

Scrap tire particles and recycled plastic flakes are coated 
with epoxy binder to obtain mold material. 



T 

Mold material is loaded by weight into molds. 



± 

Molds are conveyed to compression molding machine where 
pressure, temperature, and time is applied. 



>jr_ 

Molds are removed from compression molding machine and 
molded components are removed from the molds. 



Y 

Components are assembled to make pallet by pallet assembly 
machine. 



± 

Assembled pallets are cured fore shipping to customers. 



FIG. 1 
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Whole scrap tires are debeaded using a debeading machine 
to remove high tinsel bead wire from sidewalls. 



± 

Whole scrap tires are shredded to two by two (2 x 2) square 
inch tire shreds using tire shredding machine to form 
recylcled tire shreds, 

i 

Tire shreds are processed through a secondary shredder and 
reduced to one by one (lxl) square inch tire shreds. 



Tire shreds are reduced in size to tire particles. 



± 

Tire particles are processed through a magnetic separator to 
remove steel. 



± 

Tire particles are processed through a screener and larger 
pieces are seperated. 



± 

Tire particles are further reduced through a secondary 
granulator and classifier. 



± 

Tire particles are screened and reduced to discharge final size o: 
tire particle. 



± 

Tire particles are examined and checked to insure quality 
and consistency of material. 



FIG. 2 
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Recylced scrap tire particles are delivered to first silo. 



Recycled plastic flakes are delivered to second silo. 



Expoxy binder is delivered to staging units. 



Transferring a measured amount of recylced tire particles 
from the first silo to multiple coating drums. 



Transferring a measured amount of recylced plastic flakes 
from the second silo to the coating drums. * 



Transferring a measured amount of the expoxy binder from 
the staging units to the drums 



Mixing the mixture of the tire particles, plastic flakes, and 
expoxy binder to produce a molding material. 



Transferring a measured amount of the molding material 
from the drums into mold pans. 



Vibrating the mold pans along a conveyor to even distribute 
the molding material. * 



Moving the mold pans along a conveyor to a pre-heat 
station. 



Pre-heating the molding material 



T 



FIG. 3A 
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Moving the mold pans from the pre-heat station to the 
compression molding machine 



V 

Compressing the molding material with pressure and 
temperature for a peiod of time 

>t 

Removing the mold pans from the compression molding 
machine. 



jjr 

Cooling the molding pans and the molded component. 



Removing the molded component from the molding pans. 



± 

Curing the molded components for a period of time. 



± 

Assembling the molded components to produce the final 
product. 



FIG. 3B 



